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(54) METHOD OF MANUFACTURING FILM INTEGRATED-LAMINATED COMPOSITE KEY 
SHEET 

(57)Abstract: 

PROBLEM TO BE SOLVED: To provide a method of 
manufacturing a film integrated laminated key sheet 
capable of easily forming resin buttons on front and rear 
faces of a resin film by single injection molding, and 
easily forming a display part by single printing. 
SOLUTION: At least one resin button is formed in a 
curved recessed part of the resin film curved into the 
same shape as an upper face side of the resin button, 
and further at least one resin button is formed in a state 
of covering an upper part of a display part of the resin 
film through a hole formed on a position around the 
display part. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer.So the translation may not reflect 
the original precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS . 
[Claim(s)] 

[Claim 1] It is really [ film ] which carries out spinning to the letter of a curve in the 
upper part at the position of a resin film, and forms a curve crevice, and forms at least 
one hole in another position of a resin film, adjusts this hole and the resin pouring gate, 
pinches a resin film with the metal mold of injection molding, slushes a resin, and can 
form easily ****** on the rear face of front of a resin film with 1 time of injection 
molding the manufacture method of a compound key seat. [Claim 2] A display is 
formed in a resin film, and in the curve crevice of the resin film which curved in the 
shape of isomorphism the upper surface side of ****** formed in the position of the 
aforementioned display, at least one ****** pours in a resin and is formed. On the 
other hand, it is really [ film ] which is formed so that at least one ****** may pour in 
a resin and may cover the upper part of the display of a resin film from at least one 
hole prepared in the position around a display the manufacture method of a compound 
key seat. [Claim 3] The manufacture method of a film one compound key seat 
according to claim 2 that a display is characterized by being formed in the rear face of 
a resin film. [Claim 4] The claim 1 to which a pouring resin is characterized also for 
polycarbonate resin and a resin film by the bird clapper from polycarbonate resin, the 
manufacture method of a film one compound key seat according to claim 2 or 3. 



[Translation done.] 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 



[0001] 

[The technical field to which invention belongs] this invention really [ of the push 
button switch built into the input sections, such as telephone, mobile communication 
equipment, an audio equipment, television, video, facsimile, a copy machine, and 
ambulance or vehicle equipment, / film ] relates to the manufacture method of a key 
seat. 
[0002] 

[Description of the Prior Art] Also in the push button switch used for the control unit, 
a miniaturization, thin-shape-izing, and lightweight-ization are demanded with the 
electrical and electric equipment in recent years, the miniaturization of electronic 
equipment, and carrying-izing, and the need of a key seat is really [ film ] which made 
two or more thin ****** one with the resin film increasing. 

[0003] Really [ film ] which is used from the former a key seat The resin film which 
curved in the shape of isomorphism the upper surface side of ****** is really [ film ] 
which was united the upper surface side of ****** the composition of a key seat, the 
manufacture method The resin film which printed the display etc. at the rear face was 
extracted to the curve in the shape of isomorphism the upper surface side of ******, 

and it was unifying and manufacturing by injecting the resin fused in the curve crevice. 

Really [ this / film ], since the display of a key seat intervened between the front face 

of ******, and the rear face of a resin film, it was legible and did not disappear by 

wear. 

[0004] Moreover, the request of the design of a key seat is really [ film ] which 
prepared the display in the rear face of thin ****** increasing. As what meets this 
request, a display is prepared in the rear face of transparent or translucent ****** 
fabricated beforehand, and the key seat is really [ film ] which adhesives and the 
adhesive tape were used [ really ] and made the ****** rival on a resin film known. 
[0005] The compound key seat has really [ film ] which made one the former which 
has ****** in the rear-face side of a resin film, and the latter which has ****** in the 
front-face side of a resin film as a new design been required. 
[0006] 

[Problem(s) to be Solved by the Invention] Really [ conventional / film ] the 
manufacture method of a compound key seat As shown in drawing 4 , some resin films 
12 which printed the display 13 grade at the rear face first are extracted to a curve in 
the shape of isomorphism the upper surface side of ****** 1 1 . The 1 st film unification 
key seat is manufactured by injecting the resin fused in the curve crevice 14. Next, 
adhesives and the adhesive tape 16 were used for the position of a request of 



transparent or translucent ****** 21 which formed the display 13 in the rear face of 
the same resin film 12 t and the compound key seat was lamination and really [ film ] 
manufactured. Now, there were many parts, the time and effort of lamination was 
taken, and cost also became high; 
[0007] 

[Means for Solving the Problem] this invention solves the above-mentioned technical 
problem, and really [ film ] which ****** on the rear face of front of a resin film can 
form easily with 1 time of injection molding, and can also form a display easily by one 
printing offers the manufacture method of a compound key seat. 

[0008] Namely, it really [ film ] which is arranged at the resin film of one sheet with 
which two or more ****** have a display sets on a sheet. At least one ****** is 
formed in the curve crevice of the resin film which curved in the shape of isomorphism 
the upper surface side of ******. [t is really [ film ] which is furthermore formed so 
that at least one ****** may penetrate the hole prepared in the position around a 
display and the upper part of the display of a resin film may be covered the 
manufacture method of a compound key seat. Furthermore, a display is really [ film ] 
which is formed in the rear face of a resin film the manufacture method of a compound 
key seat. Furthermore, it is really [ film ] which is ** which ****** turns into from 
polycarbonate resin, and is the film with which a resin film consists of polycarbonate 
resin the manufacture method of a compound key seat. 
[0009] 

[Embodiments of the Invention] Drawing is used for below and this invention is 
explained to it in detail. As shown in drawing 1 ", the typical manufacturing process of 
this invention forms the displays 3, such as a letter symbol, in the upper surface or the 
inferior surface of tongue of the resin film 2, spinning of it is carried out to the letter of 
a curve with a fixture or metal mold in the upper part at the position of (1 ) and its resin 
film, and it forms the curve crevice 4, and processes a hole 5 into another position of 
a resin film (2). Then, the resin film 2 is pinched with the metal mold 7 of injection 
molding, and (3) and a resin are slushed from the pouring gate 8. The compound key 
seat was really [ film ] which ****** 1 on the rear face of front of the resin film 2 and 
1' could form easily with 1 time of injection molding, and has also formed the display 3 
easily by one printing able to be manufactured. 

[0010] A display 3 is formed in the rear face of the resin film 2 as the form of another 
operation of this invention is shown in drawing 2 . In the curve crevice 4 of the resin 
film 2 which curved in the shape of isomorphism the upper surface side of ******, at 
least one ****** 1 pours in a resin, and is formed, another side — two holes 5 and 5 



which one ****** V prepared in the position around a display even if few — / — a 
resin — pouring in — the upper part of the display 3 of a resin film — a wrap — it is 
really [ film ] which is formed like the manufacture method of a compound key seat 
[0011] In addition, since ****** 21 and resin film 2' weld by using polycarbonate resin 
for resin film 2' in the case of injection molding of ****** 21 as shown in drawing 3 , 
the film unification compound sheet of composition of that a part of ****** does not 
penetrate the inside of the hole 5 prepared in the position around a display can be 
embodied. 
[0012] 

[Example] An example is shown in drawing 4 . The sign was printed as a display 13, and 
spinning of a part of the resin film was carried out to the letter of a curve with metal 
mold 7 in the upper part, and the about [ phi0.5mm ] hole 5 was processed into the 
desired position on the undersurface of resin film 2' which consists of polycarbonate 
resin. Then, the resin film 2* was pinched to the metal mold 7 of injection molding, and 
polycarbonate resin was slushed from the pouring gate 8. The compound key seat was 
really [ film ] which ****** 11 and 21 on the rear face of front of resin film 2' could 
form easily with 1 time of injection molding, and has also formed the display 13 easily 
by one printing able to be manufactured. 
[0013] 

[Effect of the Invention] A compound key seat can really [ film ] which enabled thin 
shape-ization of a key seat be offered by this invention's becoming possible 
[ preparing ****** in a front-face / of a resin film./, and rear-face side easily, 
respectively ], and making ****** connect with a film. 

[0014] Since printing of a display was also directly printed to a flat resin film, without 
cutting ****** on the rear face of front, respectively, really [ film ], the compound key 
seat could manufacture easily the improvement in the manufacture yield, reduction of 
a manufacturing cost, etc., and it became possible also for product specification to 
expand [ of a design variation ] them. 

DESCRIPTION OF DRAWINGS 

[Brief Description of the Drawings] 

[Drawing 1] Drawing of longitudinal section of the manufacturing process of this 
invention 

[Drawing 2] Drawing of longitudinal section of the gestalt of another operation of this 
invention 



rDrawing 3] Drawing of longitudinal section of one manufacturing process of the 
gestalt of another operation of this invention 

fD rawing 4] It is really [ conventional / film ] drawing of longitudinal section of a key 
seat. 

[Description of Notations] 
11 1, 1\ 21 ****** 
2, 2\ 12 Resin film 

3 13 Display 

4 Curve Crevice 

5 5 1 Hole 

7 Metal Mold 

8 Pouring Gate 
16 Adhesives 
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